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METHOD AND APPARATUS FOR FORMING AND 
CUTI'ING TUBING 

This invention relates to methods of tube cutting in 
general, and speci?cally to a method for cooperatively 
forming and cutting tubing. 

BACKGROUND OF THE INVENTION 

Two manufacturing methods related to different as 
pects of forming metal tubing have typically been prac 
ticed independently, cutting to length, and forming to 
shape. Cutting metal tubing to length is generally done 
by some mechanical method and apparatus. Most com 
monly, tubing is simply cut, as by sawing, or scored and 
fractured by bending transverse to the axis of the tube. 
Scoring and fracturing is done when it is desired to 
minimize the chips and burrs that result from sawing, 
though doing so has the potential for bending and de 
forming the cut edge that is produced. This is because it 
is essentially impossible to provide a mandrel to support 
the interior of the‘ tube around the fracture line. One 
proposal for a fractured cutting method that provides a 
cleaner edge is disclosed in US. Pat. No. 3,567,088 
issued Mar. 2, 1971 to George L. Anderson. In one 
embodiment, a solid, but split, mandrel is inserted in the 
interior of the round tubes, with the two ends of the 
split mandrel abutted in a plane. Then a shear force is 
applied, perpendicular to the tube axis, along the plane 
between the abutted mandrel ends. This works well 
when the cut edge is simple, and also lies in a plane, but 
not otherwise. In another embodiment, the interior of 
the tube is pressurized with a ?uid that is injected be 
tween two interior plugs that border the shear plane. 
The tube is then sheared along the plane in the same 
fashion. Not only does this work only when the cut 
edge lies in a plane, but the shearing action allows pres 
surized ?uid to escape. Another proposal for avoiding 
the deformed edge produced by scoring and bending is 
disclosed in US Pat. No. 5,133,492 issued Jul. 28, 1992 
to Wohrstein, et al. A score line or groove is cut into the 
tube wall as usual, but the two parts of the tube are 
pulled straight apart, along the tube axis, rather than 
snapped apart perpendicular to the axis. As a practical 
matter, there is still deformation of the edge produced, 
just in a different direction. 

Forming tubes to shape is increasingly done by hy 
droforming. A tube blank, usually a simple cylindrical 
tube, is clamped between a pair of die cavities that cre 
ate a surrounding hollow space that is typically larger in 
circumference than the tube blank, although some areas 
may be smaller. The ends of the tube are sealed and its 
interior is highly pressurized to forcibly expand it out 
into the shape of the surrounding space. Complex 
shapes can be produced in this fashion, such as the beam 
members of a vehicle body frame or engine cradle. 
Welding and cutting operations are eliminated, at least 
as to each of the separate beam members, which them 
selves would otherwise have to be fabricated and 
welded from separate pieces. However, the beam mem 
bers must still be welded or otherwise secured together 
at their ends. This requires cutting the formed tube to 
length, and, often, the cut ends must have a complex 
shape in order to be adequately welded to the other 
formed tubes that make up the frame. The cut off meth 
ods described above are inadequate for that task. What 
ever cutting method is used, it is a separate, independent 
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2 
task that follows the hydroforming process itself, add 
ing time and expense. 

SUMMARY OF THE INVENTION 

The invention provides a method and apparatus for 
cutting tubing that prevents edge deformation, and 
which works as an integral, cooperative part of a hydro 
forming process. 

In the preferred embodiment disclosed, the part pro 
duced is a hydroformed beam with cut end edges of 
complex shape. The beams are formed from simple 
cylindrical tube blanks that are held between a pair of 
die cavities that de?ne a larger hollow space surround 
ing the blank. The surface of each of the die cavities 
includes a protruding sharp rib that mates with the rib 
on the other cavities surface, corresponding in shape to 
the desired cut edge. The wall thickness of the tube 
blank is reduced somewhat as it is expanded, and the 
height of the cutting edges is deliberately less than that 
ultimate wall thickness. 
When the tube blank is expanded out to shape, the 

ribs cut into its outer surface to produce a score line or 
groove matching the desired cut edge shape. The 
groove is not deep enough to actually pierce the sur 
face, so the hydroforming process proceeds as usual, 
with no loss of pressure, and with no extra steps or 
apparatus features needed. After the formed, but uncut, 
tube blank is removed, the ends must still be parted at 
the scored line. Rather than mechanically fracturing or 
bending, which would be especially harmful to an edge 
of complex shape, an electrical current is applied to 
either side of the groove. While not deep enough to cut 
the wall, the groove is deep enough to signi?cantly 
increase its electrical resistance at the groove. As a 
consequence, the wall material melts through at the 
groove, producing a clean, undeformed edge with the 
desired complex shape. 

DESCRIPTION OF THE PREFERRED 
EMBODIMENT 

These and other features of the invention will appear 
from the following written description, and from the 
drawings in which: 
FIG. 1 is a perspective view of a tube blank; 
FIG. 2 is a perspective view of the intermediate stage 

produce from the blank, prior to end cutting; 
FIG. 3 is a perspective view of the formed and cut 

tube, showing part of the cut. ends in phantom line; 
FIG. 4 is a perspective view of part of the die cavities 

with the tube blank between, showing the sharp cutting 
ribs in the cavity surfaces; 
FIG. 5A is a cross section through the dies, cavities, 

and tube blank prior to forming; 
FIG. 5B shows the tube after forming, prior to re 

moval and cutting; 
FIG. 5C shows a cross section through the formed 

tube at the groove, prior to cutting, with a current being 
applied across the groove; 
FIG. 5D shows the end cut away; 
FIG. 6 is a schematic view of a scored tube showing 

the dimensions of and at the groove. 
Referring ?rst to FIG. 1, the part to be produced is a 

formed metal tube, indicated generally at 10, with a 
basically rectangular cross section, and which is shown 
in a shortened form so as to illustrate each end. Tube 10 
could be steel, aluminum, or any other conductive ma 
terial, though it is unlikely that it would be anything but 
metal. The actual length and cross sectional shape of 
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tube 10 is not so important to the subject invention as 
the fact that it has two end edges 12 of complex shape. 
The edges 12 de?ne what is termed a single glove joint, 
which would ultimately inter?t with a slot in another 
part, to which it would be welded as part of a larger 
frame structure. By complex, it is meant that the edges 
12 do not lie in a plane, or at least not in a plane that is 
perpendicular to the length axis of tube 10. As a conse 
quence, the edges'l2 are not amenable to conventional 
cutting or fracturing techniques. The invention pro 
vides a method and apparatus for producing the edges 
12 that works well, and which also works in conjunc 
tion with the forming process. 

Referring next to FIGS. 1 and 4, tube 10 is produced 
from an initial, unformed blank 14 that is a simple stock 
cylinder. It could be cut to length by conventional 
techniques, such as sawing, because its end edges are 
simple circles, lying in planes perpendicular to the cen 
tral axis. The diameter of tube blank 14 is less than the 
?nal outer dimension of tube 10, but its thickness is 
greater than the ultimate wall thickness of formed tube 
10. To form tube blank 14 to shape, a pair of dies, an 
upper die indicated generally at 16, and lower die 18, 
are each machined with a cavity surface 20 and 22 re 
spectively. The cavity surfaces 20 and 22 de?ne the 
ultimate outer surface of fully formed tube 10. At each 
end, the cavity surfaces 20 and 22 taper in to a cylindri 
cal yoke 24 and 26 respectively, which closely match 
the diameter of cylindrical tube blank 14. This much of 
dies 16 and 18 is typical of hydroforming dies, as those 
skilled in the art will recognize. In addition, each die 
cavity surface 20 and 22 includes a pair of sharp ribs 28 
and 30, which are triangular in cross section. All of the 
ribs 28 and 30 protrude to a height that is approximately 
a half to two thirds of the ultimate wall thickness of 
formed tube 10. Each rib of each pair 28 matches, end to 
end, with a corresponding rib 30 when the dies 16 and 
18 are closed, and thereby de?nes the shape of each 
edge 12. The ribs 28 and 30 represent interruptions in 
the otherwise smooth cavity surfaces 28 and 30, and 
would require extra time and expense to produce. How 
ever, that would be a one time expense. As a practical 
matter, the ribs 28 and 30 would likely be cut as separate 
inserts and set into a channel carved into the cavity 
surfaces 20 and 22. This would not only be easier to 
control, but would allow them to be machined from a 
harder material, or even to be replaced with wear. A 
complex edge 12 shape such as that disclosed here could 
also be built up piece wise, out of substantially straight 
segments. To repeat, however the cutting ribs were 
provided, it would be a one time operation, embodied in 
the apparatus, and would not effect the actual operation 
of the method in terms of time or cost, as will be de 
scribed next. 

Referring next to FIGS. 5A and 5B, the forming 
operation per se is carried out as any hydroforming 
operation would be. Tube blank 14 is positioned be 
tween the dies 16 and 18, which are then closed around 
it. The yokes 24 and 26 close around the ends of blank 
14, and plugs 32 are inserted to close off its interior. 
Those skilled in the art will recognize that the plugs 32 
are depicted in very abbreviated fashion. In actual oper 
ation, a much more complex sealing apparatus would be 
needed at the ends, such as that disclosed in co assigned 
US. Pat. No. 5,233,856 issued Aug. 10, 1993 to Shima 
novski, et al. which is herein incorporated by reference. 
However, such sealing devices are commercially avail 
able, and need not be depicted in detail for purposes of 
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4 
explaining the method of the subject invention. Once 
clamped and sealed, tube blank 14 is internally pressur 
ized and expanded out into the cavity surfaces 20 and 
22, as shown in FIG. 5B. Simultaneously with the ex 
pansion of tube blank 14, the ribs 28 and 30 cut partially 
into, but not through, its outer surface. This is an action 
that is transparent to the operator of the hydroforming 
process itself, with no effect on any of the monitored 
parameters, such as pressure or time. Since the surface is 
not cut through, there is no loss of fluid or pressure. 

Referring next to FIGS. 2, 3 and 5C and 5D, the end 
result of the hydroforming process is an intermediate or 
rough formed tube blank indicated generally at 34. 
Intermediate tube blank 34 has two score lines or 
grooves 36 cut continuously around its outer surface, 
created by the ribs 28 and 30, which de?ne two scrap 
ends 38 and 40. The scrap ends 38 and 40 must be cut 
away, as indicated in FIG. 3 in phantom line. However, 
given the complex shape of the grooves 36, mechanical 
fracturing, either by bending or pulling apart, would 
not be feasible or practical. Instead, a different method 
is used, which works in conjunction with the grooves 
36 that are produced as an essentially cost free by prod 
uct of the basic forming process. 

Referring next to FIGS. 5C and 5D, the actual cut 
ting process can be very simply described and illus 
trated. An electrical current is applied across groove 36 
to a degree suf?cient to melt away the thin layer of 
material left at groove 36. This is practicable because 
the material of tube 10 is conductive, and because the 
groove 36, while not deep enough to cut through, is 
continuous, and deep enough to signi?cantly increase 
the resistance where it thins out the wall material. The 
electric current application is indicated simply with a + 
and - sign. In actual practice, conductive clamps 
shaped to ?t closely around the intermediate tube blank 
34 to either side of groove 36 would be employed, most 
likely as part of a larger apparatus in which intermediate 
tube blank 34 could be quickly clamped once removed 
from the dies 16 and 18. Such an apparatus is within the 
skill in the art, once the concept is understood. What 
that suf?cient current will be will differ, of course, for 
each speci?c case, and could be determined empirically. 

Referring next to FIG. 6, an example can be given to 
help illustrate the concept. A round tube with a groove 
is illustrated, though the same analysis could be applied 
to any shape tube. Round is just the simplest case, and 
since the tube starts out round, the analysis is valid no 
matter what shape the tube ?nally takes on. According 
to Joule’s Law, the amount of heat generated when an 
electrical current is passed through a material can be 
expressed as: 

where: 
hg=heat units generated (BTU) 
i=current (amps) 
r=resistance (Q) 
t=time (seconds). 
The amount of heat required to raise 1 pound of a 

material 1 degree Fahrenheit is known as the speci?c 
heat, denoted cm. The amount of heat required to raise 
W- pounds of material by a AT temperature differential 
1s: 

WATcm 
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By equating the amount of heat required to raise the 
temperature of the material to the resistance to current 
flow, the result is: 

The resistance of the tube in the vicinity of the groove, 
which is greatly increased, can be expressed as: 

r=pwg/u 10 

where: 
p=resistivity of the tube material (?inz/in) 
wg=width of the groove measured parallel to the 

axis of the tube (in) 
. . . l5 

a=cross sectlonal area of the ring of tube material 
remaining radially inboard of the groove (inZ). 

Substituting this expression for the tube resistance and 
solving for the current: 

i: (( WA Tc,,,a)/9.478 >< 10-4pwg1))% 20 

Finally, replacing the weight of the material to be 
melted (W) by the density of the material (d) times the 
volume of material [cross sectional area (a) times 25 
groove width wg] gives: 

1': ((cmazdA 7)/9.478 >< 10—4pr))% 

where, again, AT represents the rise in temperature and 
d represents the density of the material. It will be noted 30 
that the width of the groove wg has dropped out as a 
factor at this point, and just the cross sectional area a 
remains. 

Still referring to FIG. 6, consider a steel tube with the 
following dimensions: 35 

outside diameter (D0)=2.5O0 in 

inside diameter (D,-)=2.380 in 

40 
groove depth (dg)=0.050 in 

groove width (wg)=0.030 in 

and the following material properties: 45 

‘gm/50.28 lb/in3 

The cross sectional area of the annular ring of material 
to be melted, in terms of the dimensions given above, is: 55 

If it is desired to sever the tube in one second, substitut 
ing the area value above and t=l in the equation for i 
above gives a current of approximately 9000 amps. 
While this is a high current, it is well within the range of 
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current spot welding equipment. Therefore, the process 
is more than feasible. 

Variations in the disclosed method and apparatus 
could be made. The electric current applied across the 
groove could be used to cut to length no matter how the 
groove was formed, and even if the edge shape were 
simple enough to be formed by conventional mechani 
cal means. Edge deformation would be reduced, even if 
the edge shape were simple. The method ?nds most 
utility with complex end edge shapes, however, and 
when used as an integral part of the hydroforming pro 
cess. The part of the hydroforming process that lends 
itself well to the cutting process is the forcible expan 
sion of the tube outwardly, into and against a solid die 
surface. This allows the ribs to form a groove of com 
plex shape, without additional steps. Means other than 
the sharp ribs could conceivably be incorporated into 
the die cavities to create a groove in similar fashion. 
Movable blades could advance and move out of the 
cavity surface just as the expanded tube surface reached 
the cavity surface. This would be a more complex appa 
ratus, but would still take advantage of the forcible 
outward expansion of the tube wall to create cutting 
force, even more force if combined with forcible in 
ward movement of a cutting edge. Another possible 
way to integrate the cutting process even more fully 
into the hydroforming process would be to devise a tool 
to clamp and remove the intermediate formed blank 34 
from the dies 16 and 18 which incorporated electrode 
clamps for applying the current simultaneously. There 
fore, it will be understood that is not intended to limit 
the invention to just the embodiment disclosed. 
The embodiments of the invention in which an exclu 

sive property or privilege is claimed are de?ned as 
follows: 

1. A combined method of forming a tube from a tube 
blank and cutting a complex end edge on said tube, 
comprising the steps of, 

providing a pair of dies having mating cavities with 
surfaces de?ning the desired ?nal shape of said 
tube, said die cavities also having a pair of mating 
sharp ribs protruding from said cavity surfaces to a 
height less than the desired ?nal wall thickness of 
said tube, said ribs matching said complex end edge 
shape, 

expanding said tube blank into said cavities, thereby 
simultaneously forcing said tube blank into pressur 
ized contact with said sharp ribs and creating a 
formed tube blank with a groove continuously 
around said formed tube blank having a depth in 
suf?cient to cut through said formed tube blank but 
suf?cient to locally increase the electrical resis 
tance of said formed tube blank, and, 

applying an electrical current to said formed tube 
blank across said groove suf?cient to melt said 
formed tube blank through at said groove, thereby 
forming said complex end edge and completing 
said tube. 

* * * * 1k 


